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(54) BALLOON CATHETER FOR EXPANDING CELOM AND ITS PRODUCTION 

(57)Abstract: 

PURPOSE: To provide a balloon catheter for expanding the celom 
capable of easily and exactly progressing the balloon membrane of the 
balloon catheter down into the constricted part position of the celom 
and effectively exhibiting the celom expanding function of the balloon 
catheter even if the constricted part formed in the celom, such as blood 
vessel, is narrow, is hard, is eccentric or meanders. 
CONSTITUTION: The outside diameter at the front end 7 of the 
cylindrical balloon membrane 4 and the outside diameter in the central 
part 22 thereof, which are respectively defined as RS and R1, and the 
film thicknesses at the front end 7 and central part 22 of the cylindrical 
balloon membrane 4, which are respectively defined as tS and t1, are so 
set that the relation therebetween satisfies an equation R1xt1-t12 0.9x 
(RS*tS-tS2). Production of the balloon membrane 4 satisfying such 
relation is executed by first preparing a tubular parison which is larger 
in the film thickness in the central part than the film thickness at both 
ends. This parison is then subjected to blow molding. 
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* NOTICES * 

JPO and INPIT are net rasponsibla far any 
dancas caused by the use ef this translation. 

Uhis document has been translated by computer. So the translation may not reflect the original precisely 
2.**** shows the word which can not be translated. 
3.ln the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application^ this invention, it is inserted into the abdominal cavities, such as a blood vessel, and 
expands. 

Therefore, the balloon catheter which widens the channel in the abdominal cavity is started, and in more detail, 
in order to treat an intravascular narrow segment, for example, this narrow segment is extended and it is 
related with the balloon catheter for abdominal cavity extension used for the use which aims at an 
improvement of the blood flow by the side of narrow segment ****. 

[0002] 

[Description of the Prior Art] As a balloon catheter for inserting into a blood vessel, extending a narrow 
segment by swelling balloon membrane, and aiming at an improvement of the blood flow by the side of narrow 
segment ***♦, in order to treat an intravascular narrow segment, Many balloon catheters of the excess the 
wire type in which a guide wire is inserted from the base end of a catheter, and the monorail type which has 
come out of from outside as a guide wire is a catheter are used. In these types of balloon catheter, a guidewire 
is previously passed to an intravascular narrow segment, then, a balloon catheter is sent in to a narrow 
segment along with this guidewire, and a narrow segment is extended by swelling balloon membrane. 
[0003] The inner tube with which the lumen to which these types of balloon catheter can insert a guidewire in 
an inside is formed, It has the catheter tube with which this inner tube was equipped in same axle, and a tip 
part and a base end, and a base end is attached to the tip part of a catheter tube, and a tip part has the 
foldable balloon membrane attached to the tip part periphery of an inner tube. 

[0004] These types of balloon catheter has the outstanding effect in respect of operativity. In order to extend 
an intravascular narrow segment and to aim at the blood-flow improvement by the side of a narrow segment 
end with these types of balloon catheter, it is important to advance a catheter along with the guidewire 
beforehand inserted into the narrow blood vessel, and to locate balloon membrane in the narrow segment of a 
blood vessel correctly. As for the tip part of this balloon catheter, since the tip part of the balloon catheter is 
pressed fit in the very narrow narrow segment, it is preferred that an outer diameter is small so that it may be 
easy to enter into a narrow segment as possible. 
[0005] 

[Problem(s) to be Solved by the lnvention]However, since balloon membrane is fabricated in the conventional 
balloon catheter by blow molding (for example, JP,5-192408,A, JP,2-28341,B), it has the following problems. 
That is, heating the tube shape parison which has uniform thickness in shaft orientations, by introducing a 
pressure fluid into the inside, parison is swollen and the tubed balloon membrane 100 as shown in drawing 9 is 
fabricated in blow molding. The balloon membrane 100 has large outer diameter R, in the balloon membrane 

center section 102, and outer diameter R s becomes small in the tip part 104 and base end 106. The taper part 

108,110 is formed between the tip part 104 and the base end 106, and the balloon membrane center section 
102. 

[0006]lf such balloon membrane 100 is fabricated by blow molding from the tube shape parison of uniform 
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thickness to shaft orientations, thickness t s in the tip part 104 will become thick especially to thickness t, in 

the balloon membrane center section 102. In the balloon membrane center section 102 and the tip part 104 it 
is because the pace of expansion by blow molding is different. 

[0007]lf the thickness of the tip part 104 is thick, the outer diameter of the tip part of a balloon catheter will 
become large, and the rigidity in a tip part increases. As a result, it can be hard to push a balloon catheter 
good to a narrow narrow segment, a hard narrow segment, the narrow segment that carried out eccentricity or 
the winding narrow segment. 

[0008] If balloon membrane of a balloon catheter cannot be correctly pushed in a narrow segment, the original 
function of a balloon catheter referred to as extending a narrow segment and improving a blood flow cannot be 
exhibited. In order to make thin thickness in the tip part of balloon membrane, it is possible to make thin 
thickness of the tube shape parison before blow molding. However, there is a possibility that the thickness in a 
balloon membrane center section may change too much thinly after blow molding, and pressure-proofing may 
become insufficient in that case. Since balloon membrane is designed expand within the abdominal cavities, such 
as a patient s blood vessel, its pressure-proofing must not be insufficient. Since balloon membrane is folded up 
and inserted into the abdominal cavities, such as a patient's blood vessel, its thing thin as much as possible is 
preferred so that easily [ insertion into a blood vessel ]. 

[0009] Then, pressure-proofing needs to come out enough and needs to design the thickness of a balloon 
membrane center section to the thinness of a certain limit. Therefore, the thickness of tube shape parison was 
determined according to the design thickness of a balloon membrane center section, and it was not avoided 
that the thickness of the tip part 104 of the balloon membrane 100 becomes thick superfluously. 
[0010]To JP.4-176473.A, the stretching process of the balloon membrane is carried out to shaft orientations 
after blow molding, and the art which makes thickness of the taper part 108,110 thin is indicated in order to 
make thin thickness of the taper part 108,110 of the balloon membrane 100. However, after blow molding, it is 
dramatically difficult so to carry out a stretching process that the thickness change of the taper part 108,110 
is produced. Though the thickness of the taper part 108,110 is able to be changed temporarily, unless the 
thickness of the tip part 104 becomes thin, the rigidity of a tip part cannot fully be lowered at the time of 
insertion in a blood vessel. 

[0011] When the narrow segment which this invention was made in view of such the actual condition, and was 
formed in the abdominal cavities, such as a blood vessel, is narrow, Even when [ which is carrying out 
eccentricity ], and it case or moves in a zigzag direction, the catheter tip is flexibly thin enough, It aims at 
providing a balloon catheter for abdominal cavity extension which it is [ balloon catheter ] possible to advance 
balloon membrane of a balloon catheter easily and correctly to the narrow segment position of the abdominal 
cavity, and can demonstrate the abdominal cavity expanded function of a balloon catheter effectively, and a 
manufacturing method for the same. 
[0012] 

[Means for Solving the Problem]To achieve the above objects, the 1st balloon catheter for abdominal cavity 
extension concerning this invention, It is a balloon catheter for abdominal cavity extension which has the tubed 
balloon membrane which widens a channel in the abdominal cavity by being inserted into the abdominal cavities, 
such as a blood vessel, and expanding, An outer diameter of a tip part of said tubed balloon membrane and an 
outer diameter of a center section are made into R s and R,, respectively, When thickness of a tip part of said 

tubed balloon membrane and a center section is made into t s and t,, respectively, relation between these R s , R ( , 

t 8 , and t| satisfies following the (1) type. 

[0013] 
[Equation 2] 

R,xt r t, 2 >=0.9x (R s xt s -t s 2 ) .... (1) 

The manufacturing method of the 1st balloon catheter for abdominal cavity extension concerning this invention, 
To the thickness in both ends, blow molding of the process which the thickness in a center section prepares 
tube shape thick parison, and this parison is carried out, and it has the process of forming the balloon 
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membrane which has a tubed balloon membrane center section where an outer diameter is large, and the tubed 
tip part and base end where the outer diameter located in those both ends is small. 
[001 4] As a method for thickness in a center section to prepare tube shape thick parison to thickness in both 
ends, a method of carrying out light-gage processing of the both ends of parison of uniform thickness is in 
shaft orientations before blow molding of parison. A means which heats both ends of parison and it lets pass 
to a forming die as a means of light-gage processing, and a means to cut both ends of parison by machining 
can be illustrated. Cutting is easy to work and it is preferred from the ability to carry out light-gage processing 
of the both ends of parison certainly. 

[001 5] As the method of others for thickness in a center section to prepare tube shape thick parison to 
thickness in both ends, a method of equipping a center-section periphery of the 1st parison of uniform 
thickness with the 2nd parison with a large outer diameter whose shaft-orientations length is shorter than the 
1st parison is in shaft orientations. 

[001 6] After carrying out blow molding of the parison of shaft-orientations uniform thickness and fabricating 
balloon membrane as an option for manufacturing the 1st balloon catheter for abdominal cavity extension 
concerning this invention, a method of making thickness of a tip part of balloon membrane thin is by cutting 
the tip part at least. 

[0017]fhe 2nd balloon catheter for abdominal cavity extension of this invention, Balloon membrane which 
widens a channel in the abdominal cavity by being inserted into the abdominal cavities, such as a blood vessel, 
and expanding, A catheter tube with which the 1st lumen that a tip is connected to a end face of this balloon 
membrane, introduces a fluid into an inside of the balloon membrane concerned, and swells balloon membrane is 
formed, Have formed an open end in a tip part and a tip part of said balloon membrane is connected to a 
periphery of the tip part, It is a balloon catheter for abdominal cavity extension which has the inner tube with 
which said balloon part and an inside of a catheter tube are extended in shaft orientations, and the 2nd lumen 
is formed, The diameter of an outer diameter of a tip part of an inner tube to which a tip part of said balloon 
membrane is connected is reduced smaller than an outer diameter of an inner tube located in a center section 
of balloon membrane. 

[001 8] As a means for reducing small only the diameter of an outer diameter of a tip part of an inner tube, a 
means which it lets pass to a forming die, and a means to cut by machining are employable, heating a tip part 
of an inner tube. A tip part of balloon membrane is connected to a tip part of an inner tube whose diameter 
was reduced by adhesion, thermal melting arrival, or other means. 

[001 9] A balloon catheter for abdominal cavity extension is preferably used for percutaneous transluminal 

coronary angioplasty (PTCA). 

[0020] 

[FunctionjThe thickness of the tip part of balloon membrane is designed thinly it be satisfied with the 1st 
balloon catheter for abdominal cavity extension concerning this invention of the above-mentioned (1) formula. 
The tip part thickness of balloon membrane was fabricated in the conventional example thickly more than 
needed, in order to secure the thickness of the center section of the balloon membrane after blow molding. In 
this invention, it becomes possible to fabricate the tip part thickness of balloon membrane thinly, without 
reducing pressure-proofing of the balloon membrane in a balloon membrane center section by adopting the 
manufacturing method of above-mentioned this invention. 

[0021]lf the thickness of the tip part of balloon membrane becomes thin, the outer diameter of the tip part of a 
balloon catheter will also become small, A narrow narrow segment, a strong narrow segment, or a hard narrow 
segment can also push a balloon catheter along with a guidewire easily, and can locate balloon membrane 
correctly in a narrow segment. 

[0022]ln the 2nd balloon catheter for abdominal cavity extension concerning this invention, since only the 
diameter of the outer diameter of the tip part of an inner tube is reduced small and adhesion or thermal melting 
arrival of the tip part of balloon membrane has been carried out to the portion, the outer diameter of the tip 
part of a balloon catheter becomes still smaller. The tip end part of an inner tube becomes thin meat, and the 
pliability of the portion improves. As a result, in the balloon catheter of this invention, even if it is the narrow 
segment which carried out eccentricity to the blood vessel, or the winding narrow segment, when the tip of a 
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balloon catheter bends flexibly, along with a guidewire, it can push good. 
[0023] 

[Example] Hereafter, the balloon catheter for abdominal cavity extension concerning this invention is explained 
in detail based on the example shown in a drawing. 

The balloon catheter 2 concerning this example shown in 1st example drawing 1 is used for methods, such as 
an extended way of blood vessels, such as percutaneous transluminal coronary angioplasty (PTCA) and the 
limbs, an extended way of a top ureter, and a renal vasodilatation way, for example, and it is used in order to 
extend the narrow segment formed in a blood vessel or the other abdominal cavities. The following explanation 
explains as an example the case where the balloon catheter 2 of this example is used for PTCA. 
[0024]The balloon catheter 2 for extension of this example has the balloon membrane 4, the catheter tube 6, 
the tee 8, and the inner tube 10. The base end 5 of the balloon membrane 4 is connected to the tip part of the 
catheter tube 6, and the tee 8 is connected to the base end of the catheter tube 6. 
[0025] The tip part 7 of this balloon membrane 4 is connected to the tip part periphery of the inner tube 10. 
Connection between the balloon membrane 4 and the inner tube 10 and connection between the balloon 
membrane 4 and the catheter tube 6 are made by join means, such as thermal melting arrival or adhesion. In 
order to insert a guidewire etc. in the inside of the inner tube 10, 12 [ lumen / 2nd ] is formed. The inner tube 
10 is prolonged in shaft orientations in the state of the abbreviated same axle in the inside of the balloon 
membrane 4, the catheter tube 6, and the tee 8. Inside the catheter tube 6, 14 [ lumen / 1st ] is formed 
between the catheter tube 6 and the inner tube 10. The expansional port 16 currently formed in the tee 8 is 
open for free passage, and from there, a pressure fluid is introduced into 14 and swells the 1st lumen of the 
folded-up balloon membrane 4 to it. 

[0026] Especially as a pressure fluid introduced in 1st lumen 14 through the expansional port 16, although not 
limited, 50/50 mixed water solution of radiopaque dye and salts, etc. are used, for example. It is for using 
radiation and imaging the position of the balloon membrane 4 and the catheter tube 6 at the time of use of the 
balloon catheter 2, to include radiopaque dye. Although the pressure in particular of the pressure fluid for 
swelling the balloon membrane 4 is not limited, it is about 4-8 atmospheres preferably 3-12 atmospheres in 
absolute pressure. 

[0027] Along with the axial center of the inner tube 10, the guide port 18 is formed in the tee 8 separately 
[ the expansional port 16 ]. The base end side open end of the inner tube 10 is connected to the tee 8 so that 
this guide port 18 may be open for free passage in the 2nd lumen 12 currently formed in the inner tube 10. 
Connection between the catheter tube 6 and the tee 8 and connection between the inner tube 10 and the tee 8 
are made by thermal melting arrival, adhesion, or other means. 

[0028]As for the catheter tube 6, it is preferred to comprise construction material which has a certain amount 
of flexibility, For example, polyethylene, polyethylene terephthalate, polypropylene, Ethylene propylene rubber, an 
ethylene-vinylacetate copolymer, polyvinyl chloride (PVC), A constructed type ethylene-vinylacetate copolymer 
of a bridge, polyurethane, polyamide, a polyamide elastomer, polyimide, a polyimide elastomer, silicone rubber, 
crude rubber, etc. can be used, and it comprises polyethylene, polyamide, and polyimide preferably. Although 
homogeneity may be sufficient as the outer diameter of the catheter tube 6, it is small to shaft orientations at 
a balloon membrane 4 close-attendants side, and it may form a step or a taper part in them on the way so that 
it may become large in other portions. By enlarging the 1st lumen of the passage cross section of 14, it is for 
shortening the time which shrinks the balloon membrane 4. After the balloon membrane 4 expands about 1 
minute, it is because it is required to make it contract immediately, and is for securing the blood flow by the 
side of a tip. 

[0029]As for the outer diameter of the catheter tube 6, near the terminal area with the balloon membrane 4, 
about 0.6-1.0 mm is preferred, and its about 0.8-1.2 mm is preferred in the tee 8 side. As for the thickness of 
the catheter tube 6, about 0.05-0.15 mm is preferred. The inner tube 10 may comprise the same construction 
material as the catheter tube 6, for example, and comprises polyethylene, polyamide, and polyimide preferably. 
As a reinforcing member, stainless lines, a nickel titanium alloy line, etc. may be used. Especially if the inside 
diameter of this inner tube 10 is a path which can insert in a guidewire, it will not be limited, for example, it is 
0.25-0.60 mm preferably 0.15-1.00 mm. As for the thickness of this inner tube 10, 0.05-0.15 mm is preferred. 
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Although the overall length of the inner tube 10 is determined according to the shaft-orientations length etc. of 
the balloon catheter 2 inserted into a blood vessel and is not limited in particular, it is about 130-140 mm 
preferably 120-150 mm, for example. The open end 20 is formed in the tip part of the inner tube 10. It is 
possible to draw the guidewire which inserted in the inside of 2nd lumen 12 of the inner tube 10 from this open 
end 20. 

[0030]The circumference of the inner tube 10 located in the balloon membrane 4 can also be equipped with a 
radiopacity marker at one place or two or more places. As this marker, it can be with a metal tube, a metal 
spring, etc. which comprise gold, platinum, tungsten, iridium, or these alloys, for example. By attaching this 
marker to the circumference of the inner tube 10 in balloon membrane, the length of the position of the balloon 
membrane 4 or the extension of a balloon is detectable under the radioscopy at the time of use of the balloon 
catheter 2. 

[0031]The tee 8 is suitably fabricated, for example with thermoplastics, such as polycarbonate, polyamide, poly 
SARUHON, polyacrylate, and a methacrylate butylene-styrene copolymer. The tubed balloon membrane center 
section 22 where the balloon membrane 4 has uniform outer diameter R ( (at the time of balloon membrane 

expansion) in shaft orientations in this example as shown in drawing 1 and 2, It is provided in the both ends 
and has the tubed tip part 7 and the base end 5 which have outer diameter R s smaller than the balloon 

membrane center section 22 and R s ', respectively. The tip part 7 and the base end 5, and the balloon membrane 

center section 22 are continuously fabricated by the taper parts 24 and 26 which have reduced the diameter of 
an outer diameter to shaft orientations at ***♦. 

[0032] Although thickness t, in particular in the balloon membrane center section 22 of the balloon membrane 4 

is not limited, about tens of micrometers are preferably preferred 15-200 micrometers. As long as the balloon 
membrane 4 is cylindrical, it may not be limited in particular but a cylinder or the shape of a multiple cartridge 
may have as it. Outer diameter R ( in the balloon membrane center section 22 of the balloon membrane 4 at the 

time of expansion is determined by factors, such as an inside diameter of a blood vessel, and its about 1.5-4.0 
mm is preferred. Although shaft-orientations length L of the balloon membrane center section 22 of this balloon 
membrane 4 is determined by factors, such as a size of an intravascular narrow segment, and is not limited in 
particular, it is 20-40 mm preferably 15-50 mm. The balloon membrane 4 before expanding is folded up around 
the inner tube 10 shown in drawing 1 . is twisted, and has become an outer diameter of the catheter tube 6, and 
below equivalent. 

[0033]As for the construction material which constitutes the balloon membrane 4, it is preferred that it is the 
construction material which has a certain amount of flexibility, For example, polyethylene, polyethylene 
terephthalate, polypropylene, Ethylene propylene rubber, an ethylene-vinylacetate copolymer, polyvinyl chloride 
(PVC), A constructed type ethylene-vinylacetate copolymer of a bridge, polyurethane, polyamide, a polyamide 
elastomer, polyimide, a polyimide elastomer, silicone rubber, crude rubber, etc. can be used, and they are 
polyethylene, polyethylene terephthalate, and polyamide preferably. 

[0034]As shown in drawing 2 . in this example the outer diameter of the tip part 7 of the balloon membrane 4, 
and the outer diameter of the center section 22, Consider it as R s and R ( , respectively, and the thickness of the 

tip part 7 of the balloon membrane 4, and the center section 22, When it is considered as t s and t,, respectively, 

the relation between these R s , R,, t s , and t, is set up satisfy following the (1) type. The method for 

manufacturing balloon membrane so that following the (1) type may be satisfied is mentioned later. 

[0035] 

[Equation 3] 

R,xt,-t,>=0.9x (R s xt s -t s 2 ) — (1) 

In the balloon membrane of the conventional balloon catheter, from balloon membrane being manufactured by 
the usual blow molding, as shown in below-mentioned drawing 3 . the relation of following the (2) type was 
suited. 
[0036] 
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[Equation 4] 

R,xt,-t, 2 =R s xt s -t s 2 .... (2) 

The meaning of the above-mentioned (2) formula is that the area (left side of the formula 2) of the film cross 
section in the center section 22 of the balloon membrane 4 is equal to the area (right-hand side of the formula 
L) of the film cross section in the tip part 7 of the balloon membrane 4, for example in drawing 2 Since the 
conventiona balloon membrane is fabricated by carrying out blow molding of the parison of shaft-orientations 
uniform thickness, the above-mentioned (2) formula is realized. 

[0037]ln this example, since the above-mentioned balloon membrane 4 was manufactured by adopting a 
process which is mentioned later, thickness t s of the tip part 7 of the balloon membrane 4 was able to be made 
thin so that the above-mentioned (1) formula might be satisfied. Also about thickness t s ' of the base end 5 of 
[0038{ l0 ° n membrane 4 ' '* can fabricate in this example thinly so that following the (3) type may be satisfied. 
[Equation 5] 

R|Xt r t, 2 >=0.9x (R s 'xt s '-t s ' 2 ) .... (3) 

Next, the manufacturing method of the balloon membrane 4 shown in drawing 2 is explained. First, as shown in 
drawing 3 (A), thickness and outer diameter R 0 prepares the tube shape uniform parison 4a in shaft 
orientations. Although outer diameter R 0 in particular of the parison 4a is not limited, it is 0.5-1.5 mm 
preferably 0.2-2.0 mm. Although the thickness in particular of the parison 4a is not limited, it is 0.3-0.7 mm 
preferably 0.2-0.9 mm. Although length L 0 in particular of the parison 4a is not limited, it is 20-300 mm 
preferably 10-500 mm. 

[0039]Next, as shown in drawing 3 (B). light-gage processing of the both ends 5a and 7a of the parison 4a is 
carried out. The method of heating the both ends 5a and 7a of the parison 4a, and letting it pass to a forming 
die as the method of light-gage processing, and the method of cutting the both ends 5a and 7a of the parison 
4a by machining can be illustrated. In the method of letting it pass to a forming die, the inside diameter of the 
parison 4a does not change by using a mandrel. Cutting is easy to work and it is preferred from the ability to 
carry out light-gage processing of the both ends of parison certainly. 

[0040]The outer diameter of the both ends 5a and 7a after light-gage processing is 0.4-1.2 mm preferably 0.2- 
1.6 mm. The thickness is 100 to 300% preferably 50 to 400% to the thickness in a parison center section. 
Specifically, it is 0.1-0.3 mm preferably 0.05-0.40 mm. 

Length range L 1 of the both ends 5a and 7a by which light-gage processing is carried out is 2-50 mm 
preferably 1-100 mm. 

[0041]Then, while these both ends equip with the parison by which light-gage processing was carried out in a 
blow molding public-funds type and heat it, pressure gas or a pressure liquid is poured inside the parison 4a, 
blow molding is performed, and the balloon membrane 4 of shape as shown in drawing 2 is formed. Next, how 
to perform a PTCA therapy is explained using the balloon catheter 2 of the example shown in drawing 1 . 
[0042]First, the air in the balloon catheter 2 is removed as much as possible, then, the guide port 18 of the tee 
8 to the inside of the inner tube 10 - the 2nd lumen of fluids, such as a physiological saline, are put into 12, 
and the air in 2nd lumen 12 is replaced. To the expansional port of the tee 8, suction and injection means, such 
as a syringe, are attached, fluids, such as a blood contrast medium (for example, iodine content), are put in in a 
syringe, suction and pouring are repeated, and the air in 1st lumen 14 and the balloon membrane 4 is replaced 
by a fluid at it. 

[0043]ln order to insert the balloon catheter 2 into an arterial blood pipe, the guidewire for guide catheters (not 
shown) is first inserted into a blood vessel by Seldinger method etc. so that the tip may arrive to near the 
heart. Then, along with the guidewire for guide catheters, the guide catheter 32 shown in drawing 4 is inserted 
into the arterial blood pipe 34, and the tip is located in the coronary artery entrance 40 of the heart 38 which 
has the narrow segment 36. The narrow segment 36 is formed, for example of a thrombus or arteriosclerosis. 
[0044]Next, only the guidewire for guide catheters is sampled, the guidewire 42 for balloon catheters thinner 
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than it is inserted along with the guide catheter 32, and the tip is inserted to the position which passes the 
narrow segment 36 Then, the end face of the guidewire 42 shown in drawing 4 is inserted in the open end 20 
of the balloon catheter 2 shown in drawing 1, and where through and the balloon membrane 4 are folded up in 

a 1 Tl n l 2 n° f the lnn u er tube . 10 ' " lets the balloon catheter 2 Dass in tne euide catheter 32 shown in drawing 
4 And the balloon membrane 4 of the balloon catheter 2 is inserted to this side of the narrow segment 36 as 
shown in drawing 4 . Or after extracting the guidewire for guide catheters from the guide catheter 32 The ' 
balloon catheter which inserted in the guidewire in 2nd lumen 12 of an inner tube from the guide port' 18 of the 
tee may be inserted from the base of the guide catheter shown in drawing 4 . the balloon membrane 4 may be 
drawn in a coronary artery, and the tip of the guidewire 42 may also be inserted to the position which passes 
the narrow segment 36. 

[0045] Then, as shown in drawing 5 (A), the tip part 7 of the balloon membrane formed in the tip of the balloon 
catheter 2 is inserted between the narrow segments 36 along with the guidewire 42. In that case, the thickness 
of the tip part 7 of the balloon membrane 4 from a thin thing by this example. When the outer diameter is small 
and the gap of the guidewire 42 and the narrow segment 36 is small, as shown in drawing 5 (B) and (C) the 
balloon catheter 2 can be easily pushed also by the strong narrow segment or a hard narrow segment Since 
the reaction force generated when pushing the balloon catheter 2 in the narrow segment 36 is received when 
the tip side bending part 44 of the guide catheter 32 shown in drawing 4 contacts the wall of the blood vessel 
34, it is preferred that this reaction force is small. In this example, this reaction force becomes small. 
[0046]Next, the balloon membrane 4 is correctly located in the center section of the narrow segment 36, 
observing the position of the balloon membrane 4 with an X-ray fluoroscope etc., as shown in drawing 5 (C) 
By swelling the balloon membrane 4 in the position, the narrow segment 36 of the blood vessel 34 can be 
extended, and a good therapy can be performed. In order to swell the balloon membrane 4, it lets 14 [ lumen / 
1st ] pass from the expansional port 16 shown in drawing 1 . and carries out by pouring in fluids, such as a 
contrast medium, into the balloon membrane 4. 

[0047] Although this expansion time in particular is not limited, it is a for [ about 1 minute ] grade, for 
example. Then, a fluid is promptly drained from the balloon membrane 4, balloon membrane is shrunk, and the 
blood flow by the side of the tip of the extended narrow segment 36 is secured. To the same narrow segment 
36, although expansion of the balloon membrane 4 is 1 time, depending on the conditions of the narrow 
segment 36, multiple times may usually be sufficient as it. 
[0048]Next, other examples of this invention are described. 

2nd example this example is related with the manufacturing method of others of the balloon membrane 4 
shown in drawing 2 . Since it is the same as that of the 1st example of the above except the manufacturing 
method of the balloon membrane 4, the explanation is omitted. 

[0049]ln this example, as shown in drawing 6 . the parison 4b by which the diameter of both ends was reduced 
is prepared by equipping the center-section periphery of the 1 st parison 28 with the 2nd parison 30, and 
carrying out adhesion or thermal melting arrival of these to it. The parison 4b has as a result the parison 4a 
and the identical size which are shown in drawing 3 (B). 

[0050] After that, the balloon membrane 4 shown in drawing 2 can be formed like the 1st example. 
In 3rd example this example, after manufacturing balloon membrane by the same method as usual, those light- 
gage processings are performed by the method of letting it pass to a forming die, heating the tubed tip part 
and tubed base end of the method of carrying out machinery cutting of the periphery of the tubed tip part of 
balloon membrane, and a tubed base end, or balloon membrane. The balloon membrane 4 shown in drawing 2 
concerning the 1st example of the above also by such a method can be manufactured. 
[0051] Other processes and structures are the same as that of the 1st example of the above. 
As compared with the balloon catheter 2 of the example shown in drawing 1 . it is that the joining structure of 
the balloon membrane 4 A, the inner tubes 10A, and these tip parts is only different, and the other composition 
of the balloon catheter 2A concerning the example shown in 4th example drawing 7 is the same. So, identical 
codes are given to the member which is common in the balloon catheter 2 of the example shown in drawing 1 . 
and a part of the explanation is omitted to it. It is the same as that of the 1st example of the above except 
describing to below specially about construction material, a size, etc. of the balloon membrane 4A and the inner 

http://www4.ipdl.inpit.go jp/cgi-bin/tran_web_cgi_ejje?atw_u=http%3A%2F%2Fww4.ipdl.inpit.go.jp%... 4/13/2009 



JP,08-038618,A [DETAILED DESCRIPTION] 



Page 8 of 12 



tube 10A. 

[0052] As for the balloon membrane 4A, in the balloon catheter 2A of this example, it is preferred that the tip 
part 7b and base end 5b fabricate thinly like the balloon membrane shown in Mwing_2_compared with the 
former so that the above-mentioned (1) formula and (2) types may be satisfied. However, in this example since 
the portion is not the point, the same thickness as usual may be sufficient as the tip part 7b and the base end 
5b of the balloon membrane 4A. 

[0053]ln this example, as shown in drawing 8 (A) and (B), as compared with the outer diameter of other 
portions (inner tube 10A located in the center section of the balloon membrane 4A shown in drawing 7 ) the 
diameter of the outer diameter of the tip part 70 of the inner tube 10A is reduced small As for the inside 
diameter of the inner tube 10A, since a guidewire is inserted in, it is preferred to shaft orientations that it is 
approximately regulated. Therefore, in the tip part 70 of the inner tube 10A, the thickness becomes thinner 
than other portions. 

[0054]The inside diameter of the inner tube 10A is 0.25-0.60 mm preferably 0.15-1.00 mm like the case of said 
1st example, for example. The thickness of inner tubes 10A other than tip part 70 is 0.05-0 15 mm 
30 to 70% of the thickness in the tip part 70 is desirable to thickness other than this tip part 70 and 
specifically, its 0.05-0.10 mm is preferred. 

[0055] As for length L 2 of the tip part 70 in the inner tube 10A whose diameter was reduced, it is preferred 
that they are the length equivalent to a terminal area with the tip part 7b of the balloon membrane 4A shown 
in drawing 1 or length longer than it, and, specifically, its 2-20 mm is preferred. A drawing stretching process 
or an extrusion stretching process using mechanical cutting or the forming die, and the mandrel as a means for 
reducing the diameter of the tip part 70 of the inner tube 10A etc. can be used. 

[0056]ln the balloon catheter 2A concerning this example, since only the diameter of the outer diameter of the 
tip part 70 of the inner tube 10A is reduced small and adhesion or thermal melting arrival of the tip part 7b of 
the balloon membrane 4A has been carried out to the portion, the outer diameter of the tip part of the balloon 
catheter 2A becomes small. The tip part 70 of the inner tube 10A becomes thin meat, and the pliability of the 
portion improves. As a result, in the balloon catheter 2A of this example, even if it is the narrow segment 
which carried out eccentricity to the blood vessel, or the winding narrow segment, when the tip of the balloon 
catheter 2A bends flexibly, along with a guidewire, it can push good. 

[0057]this invention is not limited to the example mentioned above, within the limits of this invention, can be 
boiled variously and can be changed. For example, although each above-mentioned example explained as an 
example the case where the balloon catheter concerning this invention was used for a PTCA cure, the balloon 
catheter concerning this invention can be widely used, in order to extend the abdominal cavity of the blood 
vessel or others in which the narrow segment etc. were formed. 

[0058]Next, although this invention is explained still more concretely, this invention is not limited to these 
examples. 

The balloon was fabricated using the tube of Example 1 and comparative example 1 Nvlon 11. 
[0059]The line elastic moduli of used Nylon 11 were about 4500 kg/cm. As shown in drawing 10 . perform 
machinery cutting of both ends, and R, 1.125 mm, R S =R S ' prepared the tube before balloon shaping of the size 

whose Lc of 0.374 mm and t, 40 mm and Lb are 30 mm and 0.4 mm and La is [ 1.072 mm and R d / 0.325 mm 

and t s '=t s ] 20 mm. 

[0060]This tube was put into the mold, heat pressing was performed for about 10 seconds by 184 ** and 7 
kg/cm 2 , and balloon membrane was fabricated. The tip part and the hand part were cut after shaping using the 
cutting machine. The balloon membrane (example 1) after cutting is 3 mm in outer diameter of a center section, 
and is 0.1 mm in thickness. 

The outer diameter of the tip part was set to 1.2 mm, and thickness was set to 0.30 mm. 

The size of the hand part was 0.23 mm in 1.36 mm and thickness in the outer diameter. Except not cutting 

both ends after the heat pressing within a mold, like the above-mentioned, the size of the balloon membrane 
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comparative example 1) after shaping was 1.42 mm in the outer diameter of 0.42 mm and a hand part was 
rAnc?! m ln thlckness - and was [ the outer diameter of the tip part ] 0.35 mm in thickness 
L0061]Two kinds of this balloon membrane (Example 1 and the comparative example 1) was connected to the 
catheter tube which consists of the outer tube and inner tube made from polyethylene, respectively The line 
elastic coefficients of the used polyethylene were about 1000 kg/cm. The inner-tube tube which connected the 
tip part of balloon membrane is a with the outer diameter of 0.6 mm, and a thickness of 0 08 mm thing 
The outer-tube tube which connected the hand end part was a with the outer diameter of 0 9 mm and a 
thickness of 0.08 mm thing. 

Elastic polyurethane rubbers were used as adhesives. In this example, it is R,xt|-t, 2 =0.29, It is 0.9(R 8 xt s -t 2 )= 
0.243, and is a formula. R,xt r t, 2 >=0.9 (R s xt s -t 8 2 ) ... (1) 
****** is satisfied. 

[0062]On the other hand, it is R,xt,-t, 2 =0.29. and is 0.9(R s xt s -t s 2 )= 0.378, and the above-mentioned (1) formula 
is not filled with the comparative example 1. Next, it bent to 2.5 mm in inside diameter and the curvature 
radius of 10 mm which were immersed into warm water, and the experiment which inserts in the balloon 
catheter of Example 1 and the comparative example 1 in the hard tube made from polyvinyl chloride which 
imitated and created the blood vessel was conducted. 
[0063]The result tried 10 times respectively is shown. 
[0064] 
[Table 1] 
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[0065] As shown in the above-mentioned table, this difference originates in the size, especially tip thickness at 
the tip of a balloon. Although the thickness difference near a tip is slight, when it is made to insert in by 
Example 1 and the comparative example 1 in the hard tube which imitated the curvature radius of 10 mm, and 
the blood vessel distorted strongly, in this example, the rigidity at the tip of a catheter becomes low on 
structural mechanics. 

[0066]Under the conditions to which transfer of the power pushed in with a soft catheter tube is restricted, it 
is thought according to this example 1 and the comparative example 1 that the difference arose in the ease of 
inserting in. In clinical [ actual ], since the blood vessel inside diameter is also ****(ed) remarkably, then, it is 
considered to work in favor of the insertion nature of a catheter that the balloon tip outer diameter by this 
example is also small. 

[0067]R| in the tube shown in example 2 drawing 10 1.125 mm, R d created the tube of Nylon 11 of the size 
which 0.346 mm calls 1.017 mm in 0.325 mm and t s =t s ', and 0.4 mm and R S =R S ' say in t,. Using this tube, 

balloon membrane was fabricated like Example 1 and post forming both ends were cut. The outer diameter by 
the side of the tip part of a balloon, a center section, and a hand part and thickness were 1.13 mm (outer 
diameter)/0.27 mm (thick), 3.00 mm (outer diameter)/0.10 mm (thick), and 1.32 mm (outer diameter)/0.21 
mm (thick) respectively. In this example, it is R,xt,-t| 2 =2.9, it is 0.9(R s xt s -t e 2 )= 0.20897 - formula R,xt,- 



t 2 >=0.9 (R s xt s -t s 2 ) ... (1) 

****** is satisfied. This balloon membrane was connected to the catheter shown in Example 1, and insertion in 
the imitation blood vessel shown in Example 1 was tried 10 times. A result is shown in Table 2. 
[0068] 
[Table 2] 
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[0069]The tube of Nylon 11 as shown in Examples 3 and 4 and two or less comparative examp le was 
prepared and balloon membrane was fabricated. The line elastic coefficients of used Nylon 1 1 were about 4500 
kg/cm The tube of Examples 3 and 4 cut both ends mechanically, as illustrated to drawing 10 . and it made 

them the predetermined outer diameter. — 

[0070]After having put these tubes into the mold, carrying out heat pressing like Example 1 and fabricating a 
balloon, using the cutting machine, the tip part and the hand part were cut and it was considered as a 
predetermined outer diameter and thickness. Any balloon membrane of the thickness in 3.0 mm and the portion 
of those of the outer diameter of the balloon center section was 0.16 mm. 

[0071]The tube dimensions for fabricating the balloon membrane of Example 3, 0.325 mm and t =t ' are 0.374 
mm and 1.073 mm and R d is [ R, / t, of 1.37 mm and R S =R S ' ] 0.53 mm in drawing 10 . The outer diameter of 
the balloon center section of the balloon membrane after shaping is 3.0 mm, thickness is 0.16 mm, and they are 
1.36 mm in outer diameter, and 0.23 mm in thickness in a tip part at the outer diameter of 1.20 mm, the 
thickness of 0.30 mm, and a hand part. In this example, it is R,xt r t, 2 =0.4544, It is 0.9(R s xt s -t s 2 )= 0.243, and is 
a formula. R t xt,-t, 2 >=0.9 (R s xt s -t s 2 ) ... (1) 

****** is satisfied. The tube dimensions for fabricating the balloon membrane of Example 4, 0.325 mm and t = 
t s ' are 0.495 mm, and 1.31 mm and R d is [ R, / t, of 1.39 mm and R S =R S ' ] 0.53 mm in drawing 10 . The outer 5 
diameter of the balloon center section of the balloon membrane after shaping is 3.0 mm, thickness is 0.16 mm, 
and they are 1.56 mm in outer diameter, and 0.33 mm in thickness in a tip part at the outer diameter of 1.41 
mm, the thickness of 0.40 mm, and a hand part. In this example, it is R,xt r t, 2 =0.4544, It is 0.9(R s xt s -t s 2 )= 
0.3636. and is a formula. R,xt r t, 2 >=0.9 (R s xt s -t s 2 ) ... (1) 
****** is satisfied. 

[0072]ln the comparative example 2, it is made the same in Example 4 except not cutting both ends after the 
heat pressing within a mold, The outer diameter of the balloon center section fabricated 3.0 mm, and thickness 
fabricated with the outer diameter of 1.71 mm, and a thickness of 0.40 mm balloon membrane by the outer 
diameter of 1.57 mm, the thickness of 0.48 mm, and a hand part by 0.16 mm and a tip part. 
[0073]ln this comparative example, it is R,xt,-t, 2 =0.4544 1 It is 0.9(R s xt s -t s 2 )= 0.47088, and is a formula. R,xt r 

t, 2 >=0.9 (R s xt s -t s 2 ) - (D 

****** i s no t satisfied. These kinds of balloon membrane was connected to the catheter tube made from 
polyethylene like Example 1. 

[0074]The line elastic coefficients of the used polyethylene were about 1000 kg/cm. The outer-tube tube which 
connected the inner-tube tube linked to a balloon tip part to the outer diameter of 0.6 mm, the thing with a 
thickness of 0.08 mm, and the balloon hand end part was a with the outer diameter of 0.9 mm, and a thickness 
of 0.08 mm thing. Elastic polyurethane rubbers were used as adhesives. 

[0075]Next, it bent to 2.5 mm in inside diameter and the curvature radius of 10 mm which were immersed into 
warm water, and the experiment which inserts in the balloon catheter of these examples and a comparative 
example in the hard tube made from polyvinyl chloride which imitated and made the blood vessel was 
conducted. Respectively, the result tried 10 times is shown in Table 3. 
[0076] 
[Table 3] 
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[0077]As shown in Table 3, the difference large in the insertion characteristic was seen by the example and 
the comparative example This difference originates in the size at the tip of a balloon, especially thickness 
Although the thickness difference near a tip is only 0.08 mm, when it is made to insert in in an example and a 
comparative example in the hard tube which imitated the curvature radius of 10 mm, and the blood vessel 
distorted strongly, in this example, the rigidity at the tip of a catheter is low. 

[0078]Under these conditions to which transfer of the power pushed in with a soft catheter tube is restricted 
it is thought that the direction of Example 4 produced the difference in the ease of inserting in compared with 
the comparative example. It is based on the same reason that especially Example 3 was excellent. In clinical 
J actual J- Slnce tne blo °d vessel inside diameter is also ****(ed) remarkably, it is then considered to work in 

the msertion nature of a catheter that the balloon tip outer diameter by this example is also small 
[0079]R, shown in drawing 10 by the method of letting a tube pass to Example 5 and the die heated 

comparative example 3 1.125 mm, R S '=R S created the tube of Nylon 11 whose t, 0.325 mm and t s =t s ' are 0.346 
mm and 1.017 mm and R d is 0.4 mm. & 

[0080]After carrying out heat pressure molding with a metallic mold like Example 1 using this tube, the tip 
part and the hand part were cut with the cutting machine, and balloon membrane was created. The outer 
diameter by the side of the tip part of balloon membrane, a center section, and a hand part and thickness were 
respectively set to 1.13 mm (outer diameter)/0.27 mm (thick), 3.00 mm (outer diameter)/0.10 mm (thick), and 
1.32 mm (outer diameter)/0.21 mm (thick). In this example, it is R|Xt r t| 2 =0.29, it is 0.9(R s xt s -t s 2 )= 0.209 - 
formula R,xt r t, 2 >=0.9 (R s xt 8 -t s 2 ) ... (1) 

****** is satisfied. The catheter tube made from polyethylene shown in previous Examples 3 and 4 was 
connected to this. 

[0081 ]The balloon membrane fabricated not reducing thickness of both ends as a comparative example 
(without it cuts) was similarly connected to said catheter tube made from polyethylene. An outer diameter and 
the thickness of the size of the tip part, the center section, and the hand part were 1.48 mm (outer 
diameter)/0.44 mm (thick), 3.00 mm (outer diameter)/0.10 mm (thick), and 1.64 mm (outer diameter)/0.37 
mm (thick). 

[0082]ln a comparative example, it is R,xt r t, 2 =0.29, it is 0.9(R s xt s -t s 2 )= 0.412 - formula R|Xt f t, 2 >=0.9 (R s xt g - 
t s 2 ) ... (1) 

****** is not satisfied. Insertion in the imitation blood vessel which used these catheters in the example 3 
grade was tried 10 times respectively. A result is shown in Table 4. 
[0083] 
[Table 4] 
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[0084]Only the diameter of the tip part of a with example 6 outer diameter of 0.6 mm and a thickness of 0.08 
mm tube was reduced by cutting etc., it was made into the outer diameter of 0.52 mm, and the thickness of 
0.04 mm (other portions the outer diameter of 0.6 mm, thickness of 0.08 mm), and the inner tube of the 
balloon catheter was fabricated. 



http://www4.ipdl.inpit.go op/cgi-bin/tran_web_cgi_ejje?atw_u=http%3A%2F 0 /o2Fwww4.ipdl.inpit.go.jp%... 4/13/2009 



JP,08-038618,A [DETAILED DESCRIPTION] 



Page 12 of 12 



[0085] Apart from this, R, shown in drawing IQJIke Example 4 1.39 mm. R S =R S ' formed the tube whose t, 
0.325 mm and t 8 =t 8 ' are 0.495 mm and 1.31 mm and R d is 0.53 mm by cutting. After carrying out heat 
pressure molding of this tube within a metallic mold, cut it and The tip part of balloon membrane The size of 
the center section and the hand part fabricated 1.37 mm (outer diameter)/0.43 mm (thick), 3.00 mm (outer 
FnnMiV^L 1 ? mm (thlck) ' and 1 ' 56 mm (outer diameter)/0.33 mm (thick) of balloon membrane 
L0086JThis balloon membrane was connected to the inner tube (tube with which the tip part of the inner tube 
became thm) and outer tube (it is the same as Example 1) of said balloon catheter, the catheter was assembled 
"Je Example 1, and it examined by the same method as Example 1. A result is shown in Table 5. 
L0087J 
[Table 5] 
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[0088]ln this example, the tip outer diameter of the balloon is thin 0.04 mm (about 3%) by having reduced the 
diameter of an inner-tube tube compared with Example 4. It is expected that this will have good insertion 
nature at the time of application in the blood vessel which ****(ed) in clinical [ actual ] 
[0089] 

[Effect of the Invention] As explained above, when the narrow segment formed in the abdominal cavities, such 
as a blood vessel, is narrow according to this invention, When a narrow segment is hard, eccentricity or even 
when it moves in a zigzag direction, a narrow segment can advance balloon membrane of a balloon catheter 
easily and correctly by a low operating physical force to the narrow segment position of the abdominal cavity, 
and can demonstrate the abdominal cavity expanded function of a balloon catheter effectively. 
[0090]ln the manufacturing method of the balloon catheter concerning this invention, it becomes possible to 
fabricate the tip part thickness of balloon membrane thinly, without reducing pressure-proofing of the balloon 
membrane in a balloon membrane center section. 
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CLAIMS 

[Claim(s)] _ _ 

[Claim 1]lt is a balloon catheter for abdominal cavity extension which has the tubed balloon membrane which 
widens a channel in the abdominal cavity by being inserted into the abdominal cavities, such as a blood vessel 
and expanding, An outer diameter of a tip part of said tubed balloon membrane and an outer diameter of a ' 
center section are made into R s and R,, respectively, A balloon catheter for abdominal cavity extension with 
which relation between these R s , R |f t s , and t, is satisfied of following the (1) type when thickness of a tip part 
of said tubed balloon membrane and a center section is made into t s and t )t respectively. 
[Equation 1] 

R,xt|-t, 2 >=0.9x (R s xt s -t s 2 ) .... (1) 

[Claim 2]A manufacturing method of a balloon catheter for abdominal cavity extension which has the process 
of forming balloon membrane characterized by comprising the following. 

A process which thickness in a center section prepares tube shape thick parison to thickness in both ends. 
A tubed balloon membrane center section which carries out blow molding of this parison and where an outer 
diameter is large. 

A tubed tip part and a base end where an outer diameter located in the both ends is small. 

[Claim 3] A balloon catheter for abdominal cavity extension characterized by comprising the following with 
which it is a balloon catheter for abdominal cavity extension, and the diameter of an outer diameter of a tip 
part of an inner tube to which a tip part of said balloon membrane is connected is reduced smaller than an 
outer diameter of an inner tube located in a center section of balloon membrane. 
Balloon membrane which widens a channel in the abdominal cavity by being inserted into the abdominal 
cavities, such as a blood vessel, and expanding. 

A catheter tube with which the 1st lumen that a tip is connected to a end face of this balloon membrane, 
introduces a fluid into an inside of the balloon membrane concerned, and swells a balloon part is formed. 
An inner tube with which an open end is formed in a tip part, a tip part of said balloon membrane is connected 
to a periphery of the tip part, said balloon membrane and an inside of a catheter tube are extended in shaft 
orientations, and the 2nd lumen is formed. 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[ Drawing 1 ] Drawing 1 is an outline sectional view of the balloon catheter concerning one example of this 
invention. 

[Drawing 2]Drawing 2 is a sectional view of balloon membrane used for the balloon catheter shown in drawing 

[Drawing 3]Drawing 3 _(A) and (B) is a perspective view showing the parison for manufacturing the balloon 
membrane shown in drawing 1 . 

[Drawing 4] Drawing 4 is a schematic diagram showing the directions for the balloon catheter shown in drawing 

[Drawing 5]Drawing 5 (A) - (C) is an important section sectional view showing the directions for the balloon 
catheter shown in drawing 1 . 

[Drawing 6] Drawing 6 is a sectional view of the parison for manufacturing the balloon membrane of the balloon 
catheter concerning other examples of this invention. 

[Drawing 7]Drawing 7 is an outline sectional view of the balloon catheter concerning other examples of this 
invention. 

[Drawing 8]Drawing 8 (A) and (B) is the important section perspective view and sectional view of a tip part of 
an inner tube which are shown in drawing 7 . 

[Drawing 9] Drawing 9 is a sectional view of balloon membrane used for the balloon catheter concerning a 
conventional example. 

[Drawing 10]Drawing 10 is a perspective view showing the size of the parison for manufacturing the balloon 
membrane of the balloon catheter concerning the example and comparative example of this invention. 
[Description of Notations] 
2 2A - Balloon catheter 

4 4A - Balloon membrane 

5 5b - Base end 

6 - Catheter tube 

7 7b - Tip part 

8 - Tee 

10 1 0A - Inner tube 
12 -The 2nd lumen 
14 - The 1st lumen 
20 - Open end 

22 - Balloon membrane center section 
24, 26 - Taper part 
32 - Guide catheter 
34 - Main artery 
36 - Narrow segment 
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DRAWINGS 

[Drawing 21 
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[Drawing 31 
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[Drawing 8] 
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(54) [3fiWO«*] ♦WMKllfflA^>*^7 l /l'*±»*©Wfi3e?i6 



(57) 

* t§m t t> ie* \z m #> % z t tit ajmx- 
zftow&jjmzmm-rz z. t. 

URJ£] «*t©/t;i^>«4©£*a5 7©*|-g*sJ:tf 

tib (1) sssate-r-a. 

Ri Xti -ti 2 ^0. 9x (R, xt, -t. 2 ) 
(1) 



2 
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(2) 



#P¥8-3 8 6 1 8 



[#ffFBf*©*&B] 

[»*H1] Jfo«&<H©#fiftfc#A£nT«?3It-3 



i ©h«#> T3B (i) ^fttdja-rs^iaeaiffl^- 
[fti] 



Ri Xti -ti 2 SO. 9X (R s Xt, -t, 2 ) (1) 

[0 0 0 4] utl?.©^-l"/0A'Jl/->*f-fJKt 

-f ^©;t;P->*^-^!cj;0, jM¥pg©«sMB£i£ 
&jfil1£rtfcMt>oT#ASnft:*H' F^^tCfioTA 

2? fc, fVV—>fJj— 5^©5fc3S8ffB£ffiALT^<©T, 

[0 0 0 5] 

1/ J: 3 £-r*K«] Lj&»L&*i&, «© 
/W- >#5 l — ^TJi, Ayv-^s^n-f&^tcJ; 
D^f LTV^&ft (fc£*Ji#IS¥5 - 1 9 2 4 0 8 
#M2- 2 8 3 4 l^rtl) , KT©£5& 

><£»SSU 09fcm%k3&ft#©A*;P->B|l 0 
OMILT^S. /w->noon a*;p->^+ 
jfegRl 0 2T^SRi tfW<, ^©5fc*gRl 04*5 J; 

*. 5fcSSB 1 0 4£±tfXS3B 1 0 6 £/Vl->m*P& 
ffi 1 0 2 t©Pfl(C«, ^-A& 10 8, 110 fltJBffiL 

[0 0 0 6] ^®±3&A^->il 0 0*. ttl^[6j[C 

40 -rna, A*;w->Bi4>i*iSBi o 2^011 1 , 

T, Wtc^SSBl 0 4T©MJPt 5 A;P- 
>m^3 1 0 2 1 0 4 tutt, ^n-jfcJBfc 

[0007] ifc^aJi 0 4©MJ**WVit, /W— ># 
50 [0008] n)v—>fj7— y^o/tjp— >KaiE*K 



[1*12] WSSei5-r©MJ*tC*fLT, **gBT©!8l 

c © a;v- >M©sa cifej|«tSEi*3 n, ska;i<— > 

**©rt«fcS*#£*ALT/W->|^*&3:-r» 1 ^ 

L T & * f¥* i * #«ffi3Sffl A*;W- 

A';l/->88©(f*^fcfeg-r-5F f 3lf©^1-g«fcD'6) 
[0 0 0 1] 

[0 0 0 2] 

j£i*rt©*^g|5*f&^t-5fc5i){C, jfiiff 
IK1U »^IKtlc#MBIC*tt*Jlii«<»ak#*BI5fcJ&eD 

;K©**aB«»6»asn5^— /t- • if • y^tit, 
^txe»©^-r7 p ©/t;k->*^-^Ttt, 

[0 0 0 3] Z.tlt><D5"( -JOJVl— >fi7— "rMt, 
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3 

3BLTjfoift©e$:#£fT'5 tf5/»->*7-rJl/** 

©«|g£3isirc€r&v>. /t;p->«»jt««-ecDgt»* 

#<-r^fc66tC, ■^P-^Bd05 L a.-^/1U V>© 

*#©jfii«^^©#ErtT^®-r5i3tc^ff 
a;u- >sitt, fr o as n-c*#©ifiit : & ^©^Krtfc 

[0009] /v\s~->mq>$M®mm\z, wot 

2> K#©» 3 KRW-f 5 S o t © ft 

», fa-^'jy>©W)|H, /W- >«+*«© 

[0 0 10] #SH¥4- 1 7 6 4 7 3^»t 

it A';K>iiooof-/«io8, noom 
*M<?%mmT\ fu-mmmz. rv\r->m*ws 
isjtcM#ijnxu t-kmi o 8, iio©^i?**< 

\Z\t, t— 0 8, 1 1 0©RJMEft*ti;3*5 

Ri X ti - ti 2 SO. 9 X (R„ 

[0014] m%tm'T?<DmmzttLT*£M'v<Dmm& 
m v & =t - y«© a u v > zmm-t § & * ©^& t lt 

uv>©pwmbs, *wjwx-r*^«»»*. ^itix 

tcil-Tf at, A >J y >©W«g|5S««ilPXica; 0 «Jffl 

fP*****T?*5£#fc, H*ICA°U 7 >©«*«£» 

Winx-rs c £* 5 if* L^. 

[0 0 15] Sfc> WS|ffl-C©l||J*t»UT+*«T?© 

^tt©Auy>&*pfli-rsfc»©-€-© 

tto^feiLTB, W*lRllci%-SJP©^l AUy>© 

W^Hi:, ^©^ 1 a 'J y >=fc d 
< 9W&Jz&tem 2 A U y >ggft5^*5. 
[0 0 16] *»Wfc«*»i©#fi!»g6fflA;i— >* 



(3) #i¥8-3 8 6 1 8 

* AgB 10 8, 110 ©Slflf £ 
fciLTfe, SfcffigBl 0 4<Dil»Wi<&S&WRD, 
jfil i ff^©ifA^tC^ag|5©l8iJtt£+43'icTtfe.n^^ ! , 
[0 0 11] *5gB^(i, £©J;3fc£!Rte«*Tfc;* 

T, /Vis- yfs T—'rJKD/VV- >M WMfc 
iff ;i/->*x-T-^©#Kffi«tS«g^#^i(c5l#^ii-Si 

[0 0 12] 

[»Bs#»-rsfc»©#ft3 JiaBiwsariE-rsfc* 

fc, #SS9Ifc«*S& 1 ©#«ffi3BfflA^->#:r~ 5=-^ 
tt, Jfil^£*©#:ief*3(C#A$nT)^«-r-5::£tC± 
D, 3fStt©A;P->R&*-r$#: 

->«©*jiffl©^g*«fctf«fifcfiB©^*. -tn-^n 

a? R s £J;tfRi tU MfEfett©A^->BI©5fcSgM3 

-g-tc rne.R. , Ri , t s *5<ttxti ©w^\ t 

IE (1) jJCSJAST*. 
[0 0 13] 
[ft 2] 

X t, - ts 2 ) (1) 

[0017] *mw<»Wi2<7>fcmmmn)i-ym— 

5r/H4. !k l gti.£(Dfa&mzmAisnTB 1 &-?Z>Z.tlZ 

»n©s« n, ska'jv- >R©rt«p t 

mis ft. >«*3 ± y juw©^^ * n 

>*©^fe««a«siitt3 n* ««©ft*a8©^g«», /t^ 
->K©^*gi5fcft^-r^)f*3«©^sj; o *>/Jn^ < tes 

[ooi8] i*ii : ©5fe«gE©^s©^*/h$<*ig-r?> 

-fta-r^a, ««snxtc<j;D«iJipx-rs^a*sffl 

[0019] #Kffi®fflA;i/->*T— t-;ks> 

S«lM^#i (PTCA) \Z»£L<m^ftZ>. 
[0 0 2 0] 
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(4) 

5 

_hiB (i) s:s*s-rs«t3t, ;vi->m 
T 5 C 1 «t D , AVV-^f *se-c ! ©/^->koh 

[0021] ?w-ym(D9c^<Dmmm<fs.WiS., w 

)VV-yiJ7— ^©^»©^gfc/jN£<&D, Sfcv> 

[0022] *%w\z&zm2<Dfommmvv-y}i 

^-^;i/©5fe5g^#:tCtfeWr 5 £ £ fc«fc 0 , 3ff-fH«7 
[0 0 2 3] 

as i mmm 30 
m 1 :r \z%z>n)i-yti t—j-jv 2 a, & 
h^zm&mmmm&im (ptca> . ^jr*©^ 

©»3S«, _hgBK«©i£3S«, l?A«i;SS«££*©*& 

tcfusn. ifliifa&-5v^tt j e©ffi©#:fitc^snfe^ 
[0024] *nss«©te?iffln;i/->*T— T-;i/2 

;l/->M4©*SgB5^SMUTa&D> Ar-f;vf 6 

[0 0 2 5] Z.<WVV->m4<D9oimi\3.. fit 10 
OftWMfcMtT$5. W->l4tfif 10 

2J^>12«LT$5. PjlTlOfci, AMI/— > 
14, 5 l Jl^6 45«fc^lK«8©ft«e*B&H«t« 



#P¥8-3 8 6 1 8 

^7 t~ ■x^nir 6 tp«gs i o t<Dffl\z. m i > 1 4 
ifl&tftLT$>&o m i y 1 4 tea, ^isasstjg 

[0 0 2 6] f£3S#— h 1 6*1LT11W>1 4 
fc £ jUiSfhR^Slltte* £*« £ © 5 0 / 5 0 

Sfflv^T/i;u->K4*±t;*5 : —T-;i/e6©fies:jt 
irrsfc A*^— >^4&j8gs*-rfc»©ffi* 

[0 0 2 7] #g»8fctt. KK#-M 6 ttt»J« 
fc, rtflf 1 0 ©*M>fcift-3T3tH h 1 8 j&tflgffcL 

-cifes, u©^H#-M8^ F«g§i omzm^v 
T$>%>m2)i-*yi 2rticaa-r*±5K:. fit 10 

;VS6 t4J>lR«8 t®SNSi*J;^rt«l 0 ££«8 £ 

So 

[0 0 2 8] ^^-^;l/*6tJ, *^g«©Bl«tt£* 

-;p*a^#. ^u^tH-;i/ (pvo . ass^i? 

jffJKH, *iJXfl/>, #U75F, *<J-f5 
-r«.fc^Tfe5o a';p->I4«, *9i»eSMLfc 

«, t<\zi&ffizi±z>z.t w&mift e. a f3 , 
^.©ifliflts«tffi"r^7ije)T* §o 

[0 0 2 9] *f-r;H6©*l.gll /W->l4t 
©a««ifi»T?H, 0. 6-1. OntSiWSK, 
^ftgK8«Ttt, 0. 8-1. 2mmg«75W3;L^ * 
T— T-JWW 6 © mmZ, 0 . 05-0. 15 mmBft^if 

Xf>Wi, - ^ ^r;i/ ■ 5^ >-&^«|^ i: n 
s^tfe^So c©ftf loroftgti ^-f K^-r-VS 

5-1. 0 0mm, IffSKiiO. 2 5-0. 6 OmmT 5 ^. 
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(5) 



#P¥8-3 8 6 1 8 



8 



%>o Z.IDft'&l 0<Dfam\*> 0. 05-0. 1 5wd)W 

\zmfe~£nfc.V^ fctAtil 2 0-1 5 0mm. §FSL 
<B13 0~14 0ngIt*5. fit 1 O0D*«gEtC 
«, iP«2 0ASMl,T$li. ;iCDS!P)l?SS2 0^<5l*] 
f 1 OOS2JH/>1 2fiS#Ilfc^ Hy-f-V 

[0030] /vi—>Wk4mz&w?%fH i gi oomm 

^■HSfe^Vi^tt^T^So H©V— £AMU- 

ymnofcm i owjuBfcfl-tt^ti;:^, > 
?Ji/2©^fflB#oxisaiiTT 1 ;\';|/->14© 

[0 0 3 1] »effl8tt, &i*.«#U#-#*-K 
a, hi, 2i;STi3C, tfi^i^tci%-^^gR 

i2 2t, ■eoWSWBCKJtSn, /t;P->-gt+*«2 

2«tDfe/jN^^gR s , r s ' s*n-emr-r*tt« 

^^irffigbTSST— /^2 4, 2Q\Zi.X>mWffl\Z 

[0 0 3 2] A*A<- >m4<DWV->m t ¥£ffl2 2Tffl 
»J»ti te, #tCK/t2n&^, 1 5-2 0 0 Mm, * 
Ri X 1 1 - 1 1 SO. 9 X (R, 

j£©03 fcjS3tt5«fc"5fcT1B (2) ^©MffiUc&o 

Ri x ti - ti 2 =R, X t, - 
±ffi (2) 5£©;ii*te, &i:AtfH2t*ViT, /V\r~ 
>m4<Dtp$tffi2 2TOl«W©Ml tt2Cta) 
*t. A^->Bg4©MSg&7T©Ig«8lffi©ffi« (5£2 40 

A^ns©-?, ±is (2) 5£atjj£t>fc>. 

[0 0 3 7] *Ht60!ITte, »Hrr5«fc5fc«8!*SUfl* 

Ri X ti - ti 2 SO. 9X (R, ' 

mz. m 2 tc^T;m->H4 <D»m^mz^rmm 
t§. st, S3 (a) \zm?£5\z, tomis&xmm 

Ro ^tt^ftT^-ft^-^WA 'J V>4 a £*Pfif 
0. 2-2. 0mm, $fSL<«0. 5-1. 5mmT 50 



T?t>fiVi. *fc, 0«B#©;t;v->K4cD/t^->sg4 J 

TSiSSft, 1. 5-4. OmmgaWWSbK £©A* 
)l->m4<D/Vl—>mtp&&2 2 ©ftt*|pjft£ U£, 

fcKJtSft&l-^, 1 5-5 0mm, $F£L<«2 0-4 

rtflfi o©MH^«ff3&*nT###it6n, At-t 

[0033] >R4ft*j*ra»itri. &&es 
©i^tt£*T&*mT&&;i£#W£L<. 
#>JX^l<->, #'Jl5 L l/>fl/7^1/-F, #U^D 

ih'-J^l^f, 4?UMt*-Jl, (PVC) . ftffig 
x^l^-g^Ex;^*^, #U^k*>, *'JT 
3 H, #U7$FX7XhY-, ^'J-fSH. #<M3 

ifSKIt #Ux^l/>, #'Jlfl/>fl/7 

[0 0 3 4] 0 2 ic^-r<t O tc. a*;p- 

>K4©jfe«g|5 7©^g*5j;t;4 J *^2 2©^g&, * 

nfnR, *5±«Ri tu »ti4©5feJggK7^ 
2 2©8tj»£, ^nfnt, *«ttxti ti 

an, tie (i) ic*sifi-r*±5fc»SLT»-5. tib 
(i) j£.*m&-?%£.5\z/vi->m*mmfzittb<D 
jjm\z^T\mm?z>* 

[0 0 3 5] 
[|?C3] 



- t. 2 ) 



(1) 



(2) 



x t, 
^7c„ 

[0 0 3 6] 
[ft 4] 

t. 2 

6, ±fi (l) iC*«S-r^J;5tc, ;W->l4 05t 

sa«7©«ijpt, ^*<t^7c„ **ji^jTti, 
(3) i&zmfc-rz><ko\z, mKf&m-vzz. 

[0 0 3 8] 
[ft 5] 

X t, ' - t, ' 2 ) (3) 

75^, 0. 2-0. 9mm, ttf%.V<U0. 3 — 0. 7mmT 

s»5o v>4 a©s$L o its mzmfezn-fc^ 

1 0 — 5 0 0 mm, iff 4 L<H20~3 0 0 mmT & 
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9 

[0 0 3 9] )k\Zs 0 3 (B) \ZmtiiO\Z, AUV> 
4aOP5*a5 5a, 7 a ft#«»X-r3„ #WitJX©* 
StUTIl AU V>4 a©MSSB5 a, 7 a ftiPilSX 
XfSm?<1 Izm-T^m i. A' U V > 4 a ©ffiSgfl 5 a , 

cDwsa5s*«jipx-r^ ^ t *«T€r * c * b 

[0 0 4 0] #^iDXt*»MSg|5 5a, 7 a CD^tt, 
0. 2~1. 6mm, dfiKBO. 4~1. 2mmT<fe 
5„ ^©tSUSte, AU y>f9lM-T?<Dmm\ZMLX, 5 
0-4 0 0%, !fSL<(J10 0~3 0 0%T?$D, * 
fom\Z\*0. 05-0. 4 Omm, if SL< (±0. 1~ 
0. 3mm-eS>-5o #ftJPX$tl5MSg|5 5 a, 7 

aCDSSISBlL! «, 1-1 0 0mm, £f£L<«2~5 
OmmTcb£„ 

[0 0 4 1] ■£©«, 2LOJ(ji«*t»WJpxSnfc^U 
V>ft, ^D-«^Iftl;gfl, JuSHkU^S. 
A 'J 7>4 aWfa^fCffi^Mfr&^WSK^Mfrftil 
U 7n— ffcJB£fft->, 0 2fc*t\k5&»tt©AVk- 

Af- 5MI^2ftffl^T, PTCAteSl&fr'S^rftfc'^ 

[0 0 4 2] ST, ?V\/—>i37— J-)V2foK>Qn&'TZ 

8*5Wf 10 f*}©® 2 > 1 2 i;4lM*ft 

©i&frftAti, m2;i/-^>i 2 f*j©^«ftg$|-r3o 
■ftA^asiROft^, s/u^wkjuehkh (ret 

*tfaC7*^T) ft£0«fl:SAn, KSI&itfiiAft 

jiDML, mi)b—*>i4&&xf/vv—>m4te<D&. 

[0 0 4 3] /VV—>tl7— : r)V2 ftt&Mlfimftfclf A 

^ti^T-fM^Hy-ft (HSttD ft. 
5fc*B#fc £ *«£«©jfi< * TS < «fc 5 l:#AT5o * 
©&, 1J<i YfiT— TlVmH-i Hy-f^iC^cT, 1214 
dTK-Ttf-f HA^-^a 2 ft. I»fiL«3 4WtJfA 
U *©^£Sfe^3 6*#TS&H3 8©S»KA 
P4 OtCfeBS-ar^o *Jp8B3 6fiju tzt^sk 

&-£r£\mmmti:ti.&z£ vmm-znzo 

[0 0 4 4] Jfcfc, *f-f Ytsy—T-frmu^ f^x^© 

X H"7-f t42 ft#~f KAf-fA 3 2 t»oTjfA 

tT. ■?■©«, 04l;SWF7i'f4 2©S^, 111 
1 t^TA*;l/— >A5 1 — xJP2©BSPSS2 0 

*. rtf io©^2j|/-A>i2fti;iu /tjp— >K 



(6) #i¥8-3 8 6 1 8 

10 

4*t*f ossn&^jgT, a*;I/->*t— T-;u2ft, 0 
41;^/?^ HAr-f^a 2rti:lt. fit, 
— >#-r— T-;P2©A\>i/->ig4ft. 04 fc^c-r<fc5 

3 2*»s;tK H*^-^;i/ffl^-r F>7-f -vftfe 

^tofct*, »K«©^-f H#-h 1 8 J;OF*3t : ©^2 

;k-^>i zn\z-n-i H«7-f-irft#SbfcA;P->*T- 
-^;i/ft, H 4 fcjSTtfx HA^-^©*gBJ;0ffA 
LT, A;i/->K4SSSi«fttc^^, ^-f H r 7'f J r4 
iff 2©$fcSSft, ft?tf3 6^IIt^ftfSTfLE^ 

[0 0 4 5] -?■©&, 0 5 (A) WV— 
yfiT—T-^ 2 ©*5feafc^$nfc;tJl'->M©5fe« 
W&H-i Fy-r^ 4 2tC»oT, *^«3 6|flCl6b 

aa. ^©stc, >vv-ym4v>9cmt> 

-fir 4 2 £*^gG3 6 t©WH)8«/h*^»&. l&V^^ 
SB, »*Wi«V>»sMBfc£T?*>, 0 5 (B) , (C) 

\zmt^\z, ^-w,\zn)v~>f)y—y-)i2^nhm^> 

20 aritf-efS. A*;V->*t— ^2 ft*^3 6F*3 
3 2 ©ftflMffitfflU 4 j&tjfag 3 4 ©«(C^ 

[0 0 4 6] ifcfC, 05 (C) \Z^t^\Z, /Vl-> 

R4©&«sx«as8«»£Tr«*i/3a:*«6. ikwb 

3 6©**«fc/W^>il4fcjE«fc*»SttS. ^© 
(t«TA;i/->|R4S*6*'rc:tK«fct), jfeW3 4© 

50 ;tjp->R4&»6s-rttt, 0itc*-r*s»^- 

H6*^l^>14eH, AMP->B|4|*| 

[0047] r©^3s«F^ts, »ciatans:v»«», 

4 6 *# ft ft V > XlVlr- >M ft JDCHH f£ tir. *£58 S tlfc 

*», «^3 6©Ml:ioTl4, «8RHn?>bAVi. 
[0 0 4 8] #tc, *^©te©*S6Mtc^v^T^-r 

*mmmt, m 2 tstA*->R4 ©^©«©«jg* 

fetcwr^o A*;i/->M4©«iS^ffiB[^«, XfB^l 
IQfi«tl^«T?**©T?, ^©8£Bmi«mgT3o 
[0 0 4 9] *SliiS^ITtJ. 0 6tc^-TJ;^t. IS1 A 
<J V > 2 8 ©^^gP^l^tC. ^ 2 A 'J V > 3 0 ftg* 

**IBgS nit A U V > 4 b A U V > 4 b 

tt, ^tbt, 0 3 (B) C*T^'Jl/>4aiH- 

50 Tfss^rrs. 
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(7) 

11 

[0050] mimmmtmmizhx, m2 

oTt), ±fBfg 1 JliffiW fC« & 0 2 iC*-f AMI/- >Bi 4 

^^jg-r^^t^-c^-So io 
[oo5i] ^<Dm<DMm&£ztmmn, ±mmimm 

m 7 izm-rmmwz^/vi->ii : T~ : T)V2 a«, m 
i tc*-r*Jif!lcD;t;i/->^^-^2icJtKL, A*;i/ 

^#5ffijl-r-S©*TfcD, -^©ffiJ©*J*«|Hl-T;fc3. 

i-^t, eii iz^-tmmmcD/vi-y'tiT— t-)V2 t# 
m-rz^mzit, m-nnzttv, ^<Dmwz-m%m 

•f%. A^-^J^A&J^Wffl 0 AOfcfR* .2? 

fB3tl*ffiM£|e[ST&3o 

[0 0 5 2] 2f^iffi^©AVl/->#^-^2 AT«, 
AJ^>l4Alt H2fC^-rA s ;k->Kt|Hl#iC 1 ■€■ 
©5«gB7 b£J;y:aSiS5 b^\ ±td (1) 

(2) aSttJE-f^.k'Sfc. «*tCjt^T#<^f 5 

-f>bT«&^©T, /m->JS£4A©5feSgG7 b:fcj; 

[0053] ^mmmr-it, (a) , <b> izmt 30 

<t5£, ftflfl 0 A©»ig|$7 0 0^^ ^©ffi©g& 
# (H7 \Z^?JVl->m4A(Dtp£:mzfcWtZ>fo<g 

i oa) ©^g(cjtKUT< 'b-z<mmi<T&%<, iw 

w^ft terns— jreabs^trtWisLvv, -ecfc*. ^ 
1 0A©5feisa5 7 ota, ^fflftB«t, i©«^f)fc 

[0 0 5 4] pgflf l 0 A©ftgt4, ltEIl^«flO« 

Gtmmiz, rz.tz.iZo. is~i. oom, »si< 

ttO. 25-0. 6 OmmTfeSo 5t«gP7 OOT 4? 

©ft^gl 0 A©|*U»(J, 0. 0 5~0. 1 5mmT&D, 
5fe^SB 7 0T©FW«, i©M7 0 Wo^f l:^ 
IT, 3 0~7 0%WSK, J^WtCte:, 0. 05 
~0. 1 Omnfitpf 3; L-l^„ 

[0 0 5 5] fiflfl 0AC*tt*«fgsnfcite««7 0 
©fi^L 2 «. HUc*-r/t^->*4AOjfeJMB7b 
i©S«SKtffl^-r«ftS, *nj;Dt>S^ 
fiST$Su»SK, M^iCfJ. 2-2 OnuP 
#*LV*. ftf 1 0 A©fts«gB7 0*, «gT5fc*© 



#P¥8-3 8 6 1 8 

12 

[0 0 5 6] #^*WC#3A7l/->#^-^2 AT 

H, ftflf 1 0AO5fe«»7 0O^S©*S^S<IBSL, 

Tab D. -€-oai5»t/t;p->i«4A<ojfe*ffi7ba«SE5» 
A©$fc«BB©fl.gj&S/jN$<&5. *&, rtflOA©5t 
^©Sssm, *^;!i09©A*jp— >#x- 5=-;l/2 ATB, Jfil 

mzMhxM'^h r^m^u, * * v> «*sfr l &**wt? 
ifeoTfe, amp- >*t— t-;p 2 A©5fe«*^Kicftiff 

[0057] &*s, ±ifiL&*it«Kittea 

SA'f-V^f-TJl'S PTC A tCffl ^-Sft-a-S 

e«t»«s n&jbflf* * wa*©«©#B 

[0 0 5 8] #cfc. *5fi»£, SBCMMtKifltS 
HJfiW 1 Rtf JfcttW 1 

t-fn>l 1 ©g 1 ^— :/£ffl^TA*;i~- >£j£j£bfc. 
[0 0 5 9] ffiffllfcHP>l l©«*tt*tt^j4 5 

0 0 kg/cm t&-=> fc 0 010 ictk-TJ; 5 \zmm&<DWM 

mmx^ff K Ri 12 5mm. R 5 =R 5 ' 

I . 0 7 2 mm, R a )jft 0 . 3 2 5 mm, t , ' = t , fit 
0. 3 7 4mm, ti fitO. 4mm, La^4 0«i, Lb*i 
3 Omm, Lc fit 2 Qm<D^&<D/VV— ymBWKD^x.— 

[0 0 6 0] ZtD^^—^^miZXtl, 18 4t, 7kg 
/cm 2 T&>l Og>M, jWWHEftffVVt*— >glftJ«»L 

fco »BI«©/t^->K (*jfi««ll) IS. 4>*ffiO^S 
*t3mm, W»^0. ImmTafeD, 3fcSS8B©ftg#U . 2 
mm, Sf^O. 3 OMt&ofe. Sfc. ^TcgK©^^ 
14. ^g^l. 3 6mm. PslJfO. 2 3mmT$)ofc„ 

^^T©jD^JlI)±^(CM«g|5S«fflL^V^^«tu 
fiRit;LT«0A*;k->l (Jt««l) OTfj* 
tt, ftMM<D9\-mfitl. 4 2 mm, WJ?* s 0. 4 2 mm, ¥ 
7iM<D9l&fi*l. 6 0mm, ^IJP^O. 3 5«T*ofc„ 
[0 0 6 1] i©2lS©/W->l (^ttffl ijt« 

wi) ^n-fn^uxfi/^^firtf^^s 

©»#tt«jfttti»9 1 0 0 Okg/crn Tafe^fe„ /t^— >R 
©5feSgB£S«Lfcl*I«9 1 a.-7lJ. ^10. 6mm. m 
mo. 0 8mm©fc©T&0. ^TcSBffSSMBUfcn*? 
a-^gO. 9mm. ^I/f 0. 0 8mm©&©T&o 
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(8) 
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2 9T$)0, 



13 

CfcWrtt, Ri 
0. 9 (R, X 1 3 



X t i - t i 2 =0. 
- t, 2 ) =0. 2 4 * 



* 3T&D, 



it Ri x 1 1 - 1 1 2 ^0. 9 

[0 0 6 2] — ft, ttMffl 1 Ri X 1 1 - t i 2 

= 0. 29T$D> 0. 9 (R s Xt, -t. 2 ) = 
0. 3 7 8T&D, ±BB (1) S^ifclT^/Sk Jfc 

-^t, *jb« i &&mmm i ^>/t;^>*T--T- 
[0 0 6 3] i oniit*fcjie*s^*r- 

[0 0 6 4] 
[*13 



14 



(1) 











8 


2 










3 


7 


Jti^J l 







(R. x t s - t, 2 ) . . 

[0 0 6 6] mSA^V^'?— ^V^a.— ^fcctoTffl/ 

filfc«<fc#*&n*. 

[0 0 6 7] gjjigjLg 
gl0(Iitfa-7l:^T> Ri *U. 12 5mm, 
Rd ^ 0 . 3 2 5 mm, t ■ = t . ' ifi 0 . 3 4 6 mm, t 
i #*0. 4mm, R s = R S ' ifil. 0 17mm, 



-a? 



[0 0 6 5] _h|H*fC^-r$D<, A;i/->^fe 
¥11 0iimi:!ft<SttL&JliL«*«l/fc«R5 L jL-^ft 



S; Ri x 1 1 - 1 1 2 ^0. 9 

£>#A£ i o mia^feo ism^«2 tc^To 

[0 0 6 8] 
[»2] 



(R s 



J/9 







JfS-fehf 


mmm 2 


1 0 


0 



[0 0 6 9] HMM3, 4RIgaSM2 
mm A 5 0 0kg/cm T^ofco *JW!3Rtf4 05 1 a 

-:/tt. Hi 0l:«sift<k5i:H«*i«t»l:«BlL 

[0070] ^n^fa-^^iian, sufiwit* 
s: Ri x 1 1 - 1 1 2 ^0. 9 (r s 

^fcfeCD^^— ^S£tt, 010 fc&^T, Ri #1. 
3 9mm, R s = R S ' #U . 3 1mm, R d itflO. 3 2 5 
mm, t . = t s ' ifl 0 . 4 9 5 mm, 1 1 0 . 5 3 mm 

S Ri X ti - 1 1 2 ^0. 9 (R s 

[0 0 7 2] Jttt«2Ttt, *MM4tC*^T, SWT 50 



¥7cffl«®^g, 1. 1 3mm (M) / 

0 . 2 7 mm (SlJ?) , 3 . 0 0 mm (^g) / 0 . 1 0 mm 
(WJ(t) , 1. 3 2mm (^g) /0. 2 1mm («J¥) T 
^ofco Ri xti - ti 2 = 

2. 9T&D, 0. 9 (R s Xt s -t s 2 ) =0. 2 
0 8 9 7T&D, 

x t s - ts 2 ) . . . (1) 

»i3. 0mm, ^(DlK^CDPoJStiO. 1 6mmT&o 

[0071] nmmzonjv-ym^w^&frzb^ 

^—^mt, EHOtC&^T, Ri *U. 3 7mm, R 
s =R S ' 0 7 3mm, R d #*0. 3 2 5mm, t > 

= t s ' ffiO. 3 7 4mm, ti #*0. 5 3mmT*«5o J* 
B&<DJVV—>m<D?V\^>q*&M<DftffitS. 0mm, 



l^jffteO. 1 6 mmT, 5feSM8TttnS 1 . 2 0 mm, 
0. 3 0 mm, ^tg«TM#WE 1 • 3 6 mm, KlJ¥0. 
mniTfe^o **W0Jfc#V*TMU Ri Xti - ti 
0. 4 5 4 4T&D, 0. 9 (R s Xt. -t. 2 
0. 2 4 3T&D, 

. . (1) 

i 6 more, itemttrcitSMki. 

u ¥7CffiTtt^gl. 5 6 mm, 

^mmmiz^xn, ri xt 

4 5 4 4T&D, 0. 9 (R, X t s 
3 6 3 6T$)D> 



xt 5 - t s 2 ) . . 
iV3. 0 mm, «J?fi0 
1 mm, ^IJ9 0 . 4 0 
J¥0. 3 3mmT£>£ 
- t 
t s 



2 3 

2 — 
) = 



2 =0. 
) =0. 



x t s - t s 2 ) . . . (1) 

;W->4»*«<0^g)&*3. 0mm, «*#*0. 16mm, 5fe 
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9V% 1 . 7 1 mm, fam 0 . 

fee 



(9) #M¥8-386 18 

15 16 

SJ¥0. 4 8mm, ^7C«T?« * [0 0 7 3] *H*«fc*V^Ttt, Ri Xti -ti 2 
4 0mmCO;t;l/— =0. 4 5 4 4T&D, 0 . 9 (R 5 X 1 9 - t , 2 ) 

* =0.4 7 0 8 8T&D, 



- 1 1 2 ^0. 9 



S Ri xt 

[0 0 7 4] ffl^fc!jt'Jlfl/>(Di#ttMa»l o 
0 0 kg/cm T&ofc /W-^^aBfcftttUfcl*!!?? 
a. — ^f0. 6mm, WjfO. 0 8mmCDt)CD, 
->¥7C«gKtcS^Lfc^5 1 i-7'«^g0. 9mm, 
AJ*0. 0 8mm<75feCDTa&ofco S*»JibT«, 

[0 0 7 5] ffl*+(CSSLfcl*lS2. 5mm, ft 

0«KftJfTJii«ft«LTff«3fc)i?'Jlt[flslfr: 

;>->#^-^£#a-rs3ift£f?ofc<> 1 o 
3 tc^-r . 

[0 0 7 6] 
[*3] 



20 











1 0 


0 




8 


2 




2 


8 



[0 0 7 7] g3tC*T<tofc, ^MMiitfe^ItT 

«, 5fe*f=fifi-r©WJ?JI«t)-r*>0. 0 8mmT?*S^> 

j£ Ri X ti - ti 2 SO. 9 (R, 
©&#&«£LTV>5. ^tlt5fe©HJg«3Rtf 4 fc^ 

[0 0 8 1] JfctJ^i:LTiS»©[*J»£«SS& 

BE, •pJfefiBRtf^TcasoTfSitt, SlJP*n. 4 8* 

5E; Ri X ti - ti 2 ^0. 9 (R 

3*Tfl!V>ifc«S^*^©#A&** 1 0 HItt*;fc. ftt 
*SS4tC^t"o 

[0 0 8 3] 

[IS4] 











1 0 


0 


ft®M2 


3 


7 



[o o 8 4] m 



^g0. 6mm, £jj?0. 0 8mm(D3 L ^L-y r (D$c$%lffl<D& 50 



(R s X t s - t s 2 ) . . . (1) 

[0 0 7 8] lW^^f-f^a"7ia-:Tffl 

[0 0 7 9] H^W5RlXJt^W3 

i ifil. 12 5mm, R s ' = R S 0 17mm, Rn 

^0. 3 2 5mm, t. =t 5 '&0. 3 4 6mm, ti ifi 
0. 4nim<Z>:M*D>l 7&ftf&Lfr 0 
[0 0 8 0] £CD^a.-:/£ffl^T, iRfllfc 

SB, ^TcSBMco^g, l*JJ¥te&*, 1. 13mm 

(^S) / 0 . 2 7 mm (ft*) , 3 . 0 0 mm (^g) / 
0. 1 Omm , 1. 3 2mm (^g) /0. 2 1mm 

(«J» i&ofc. *WH«fc*V^TJ4, Ri xt, - 
ti 2 =0. 29t*D, 0. 9 (R s Xt. - 
t s 2 ) =0. 2 0 9T$>D, 

X t , - t , 2 ) . . . ( 1 ) 
★mm (^g) /0. 4 4mm > 3. 0 0mm (^g) 

/0. 1 Onn (fiff) , 1. 6 4mm(ftg)/0. 3 7 
mm (SJ¥) X&^Tc 0 
[0 0 8 2] it^MfC*3V^T«, Ri 
0. 29TI>D, 0. 9 (R, X t s 
4 1 2T&D, 
« X t s - t s 2 ) . . . (1) 

£, iafJiPX^TiffigU ^SO. 5 2mm, p£jj?0. 0 
4mm<hL (^^ffi^BS^Ttt^g 0 . 6 mm, P*JJ¥0. 0 
8 mm) , >*^— ^©rt^ftdEJKbfc. 

[0 0 8 5] ZiniJSMfc:* SOMHiRStfcLT* B 
1 OH^tRi mi. 3 9mm, R ? =R S ' 1 . 3 1m 
m, R d ifiO. 3 2 5 mm, t . = t , ' ifi 0 . 4 9 5m 
m, ti #*0. 5 3m<D^^ — 7&tymMJ:\Z£Y)]&tft 

©TfjS**, 1. 3 7mm (^g) /0. 4 3mm (WJJ) , 
3. 0 Omm (^g) /0. 1 6mm (SfJ?) , 1. 5 6mm 
(^g) /0. 3 3mm (RJP) ©/t;U->gt«*»L 



xti - t. 2 = 
- 1. 2 ) =0. 



49 
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17 



fco 

[0 0 8 6] e©/w— ftfrfi/t;i/— yfjj—j- 

[0 0 8 7] 
[«5] 











9 


I 



[0 0 8 8] *HJSMT«P f gW5 1 3.-^S^gLfc^t 
4mm GW3S6) u©:t(i *K©B£ 

[0 0 8 9] 

a, jk**ff©#Bfc*jaanfciiMmii5jw*v»«#, k 



SB * fc L t> iE« t Jt » 5 d 1 jSSTJ 

[0090] *^B^(c#^>n;u->*x-T-;i/©»jg* 

& d t #*WfiJ£&&<, 

[HI] El tt**WCD-«««!K:**/t^->*^- 
[02] H2ttHl \z^rr/VV—>ti7—7-Mzm^ 

/•w->it©*rffierc*s. 

[03] El 3 (A) , (B) ttHUCw-r/tA— >RS 



iff 



30 



18 



[04] 04»0 1 tStA;V->*r-f)V©«l^ 

[0 5] 0 5 (a) ~ (o \tm i \z7htn)V->tij- 

[0 6] 0 6 «*^w©ffi©*Ji^I(c#^>/i;p->*5 : - 
-^;p©A^->KS»3g-r^&je)©/i i Jy>©iTffi0 

[0 7] 0 7 tt*^©«oiasiit:«*;tA-->*'r 

-T-)l'©ftB§»fffi0TS^o 

[0 8] 0 8 (A) , (B) tti7l:S1-^f0«a 

©SgB$«i0i5<k tflWHBrc & 5 . 

[0 9] 0 9« ; ee*Mtc'^^A;i/->-*^-7 : -)K3ffln 
[010] 01 o \z*%*A<Dmmw&& mtmmzmz 
v >©^s*-r#?i0T* i>. 



2, 


2 A- 




4, 


4A- 




5, 


5 b- 




6- 






7, 


7 b- 




8- 




5 



10, 1 OA- rt^ 

1 2- SI2;p-^> 

i4- muv-*> 

2 0- HDtfl 
2 2- /W— 

2 4, 2 6- x~ASB 

3 2- #-f f*^-^;v 
3 4- 

3 6- 



[02] 



[0 3] 
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4 
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